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(54) Golf dub 

(57) A goH club which has a clubface of desired 
shape comprising an amorphous metal alloy is pro- 
vided. The golf club has excellent strength properties as 
well as excellent ball hitting properties. The clubface is 
free from casting defects such as cold shuts, and prefer- 
ably, free from the crystalline phase formed from crystal 
nuclei through nonuniform nudeation since the club 
face is produced in a simple, highly reproducible, one- 
step process by selectively cooling the molten metal at 
a temperature above the melting point at a rate higher 
than the critical cooling rate, and the product comprises 
single amorphous phase. The metallic glass face used 
in the gotf club is produced by filling a metal material in 
a hearth; melting said metal material by using a high- 
energy heat source which is capable of melting said 
metal material; pressing said molten metal at a temper- 
ature above the melting point of said metal material to 
deform the molten metal into the desired shape by at 
least one of compressive stress and shear stress at a 
temperature above the melting point, while avoiding the 
surfaces of the molten metal cooled to a temperature 
below the melting point of said metal material from 
meeting with each other during the pressing; and cool- 
ing said molten metal at a cooling rate higher than the 
critical cooling rate of the metal material simultaneously 
with or after said deformation to produce the metallic 
glass face of desired form. 
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Description 

BACKGROUND OF THE INVENTION 

5 [0001] This invention relates to a goH club which has a club head with a face comprising a metallic glass, namely, a 
so-called amorphous alloy face exhibiting excellent ball hitting properties. Mor specifically, this invention relates to a 
golf club which has a club head with a metallic glass face (amorphous alloy face) of desired shape exhibiting excellent 
strength properties owing to absence of the so-called cold shut which is the region that became amorphous alloy by 
meeting of the molten metal surfaces. 

10 [0002] Various methods for producing amorphous alloys have been proposed. Exemplary such methods include the 
method wherein a molten metal or alloy in liquid state is solidified by quenching and the resulting quenched metal (alloy) 
powder is compacted at a temperature below the crystallization temperature to produce a solid of the predetermined 
configuration having the true density; and the method wherein a molten metal or alloy is soOdrfied by quenching to 
directly produce an ingot of the amorphous alloy having the predetermined configuration. Almost aQ amorphous alloy 

is produced by such conventional methods had an insufficiently small mass, and it has been impossfrle to produce a bulk 
material which can be used in goH club face by such conventional methods. Another attempt for producing a bulk mate- 
rial is solidification of the quenched powder. Such attempt, however, has so far failed to produce a satisfactory bulk 
material. 

[0003] For example, the amorphous alloy produced in small mass have been produced by melt spinning, single roll 

20 method, planar flow casting and the like whereby the amorphous alloy in the form of thin strip (ribbon) in the size of, for 
exarrple, about 200 mm in the strip width and about 30 ^m in the strip thickness are produced. Use of such amorphous 
alloys for such purposes as the core material of a transformer has been attempted, but so far, most amorphous alloys 
produced by such methods are not yet put to industrial use. The techniques that have been used for solidification form- 
ing or compaction molting the quenched powder into an amorphous alloy of a small mass include CIP, HIP, hot press, 

25 hot extrusion, electro-discharge plasma sintering, and the like. Such techniques, however, suffered from the problems 
of poor flow properties due to the minute configuration, and the problem of temperature-dependent properties, namely, 
incapability of increasing the temperature above the glass transition temperature In addition, forming process involves 
many steps, and the solidification formed materials produced suffer from insufficient properties as a bulk material. 
Especially, high strength, high toughness and other properties required for the face of a golf club can not be obtained. 

30 Therefore, such methods are still insufficient 

[0004] Recently, the inventors of the present invention found that a number of ternary amorphous alloys such as Ln- 
AI-TM, Mg-Ln-TM, Zr-AI-TM, Hf-AI-TM and Ti-Zr-TM (wherein Ln is a lanthanide metal, and TM rs a transition metal of 
the Groups VI to VI 1 1) ternary systems have low critical cooling rates for glass formation of the order of 1 0 2 K/s, and can 
be produced in a bulk shape with thickness up to about 9 mm by using a mold casting or a high-pressure tie casting 

35 method. 

[0005] It has been, however, impossible to produce a large-sized amorphous alloy material of desired configuration 
irrespective of the production process. There is a strong need for the development of a new solidification technique 
capable of producing a large-sized amorphous alloy material and an amorphous alloy having a still lower critical cooling 
rate for enabling the production of the amorphous alloy of larger size. 

40 [0006] In view of such situation, the inventors of the present invention proceeded with the investigation of the bulk 
amorphous alloy using the ternary alloy by focusing on the effect of increasing the number of the alloy constituents each 
having different specific atom size as exemplified by the high glass formation ability of the ternary alloy primarily attrib- 
utable to the optimal specific size distribution of the constituent atoms that are mutually different in size by more than 
10%. As a consequence, the inventors found amorphous alloys of Zr-AJ-Co-Ni-Cu alloy systems, Zr-Ti-Al-Ni-Cu alloy 

45 systems, Zr-Tl-Nb-AI-Ni-Cu alloy systems, and Zr-Tl-Hf-AI-Co-Ni-Cu alloy systems that have significantly lower critical 
cooling rates in the range of from 1 to 1 00 K/s, and disclosed in U.S.P. No. 5.740,854 (Unites States Patent correspond- 
ing to JP-A 6-249254) that alloys of Zr-AI-Ni-Cu alloy systems may be produced into a bulk amorphous alloy material 
with a size of up to 16 mm in diameter and 150 mm in length by quenching the melt in a quartz tube in water. 
[0007] The inventors of the present invention also disclosed in U.S. P. No. 5,740,854 and JP-A 6-249254 that the 

so resulting bulk amorphous alloy material has a tensile strength of as high as 1500 MPa comparable to the compressive 
strength and break (crack) accompanying serrated plastic flew in the tensile stress-strain curves, and that such high 
tensile strength and serrated plastic flow phenomenon result in excellent malleability despite the large thickness of the 
bulk amorphous alloy produced by casting. 

[0008] On the bases of the above-described findings of the bulk amorphous alloy production, the inventors of the 
55 present invention have continued an intensive study to thereby develop a method that is capable of producing a glassy 
metal material of even larger size with various configurations by a simple procedure. As a consequence, the inventors 
proposed a process for producing metallic glass by suction casting wherein an amorphous alloy of large size having 
excellent properties can be readily produced in simple operation by instantaneously casting the molten metal material 
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in a mold cooled with water. 

[0009] Such process of metallic glass production by suction casting as disclosed in U.S. P. Na 5,740,854 and J P A 6- 
249254 is capable of producing a columnar bulk amorphous alloy, and the thus produced columnar bulk amorphous 
alloy exhibits good properties. In this prior art process, however, the bottom of the water cooled crucible is moved down- 
5 ward at a high speed and the molten metal is instantaneously cast into a vertically extending water-cooled mold to 
thereby attain a high moving speed of the molten metal and a high quenching rate. 

[0010] In such production process, the molten metal is fiuidized with the surface of the molten metal becoming wavy, 
and the surface area of the molten metal is increased with the increased surface area contacting the outer atmosphere. 
In some extreme cases, the molten metal is fiuidized into small separate bulk molten metal droplets before being cast 

10 into the vertically extending mold. Therefore, the surfaces of the molten metal often meet with each other upon casting 
of the molten metal into the vertically extending water-cooled mold, and the so called cold shuts or discontinuities are 
formed at the interfaces of the thus met interfaces. The resulting bulk amorphous alloy thus suffered from inferior prop- 
erties at such cold shuts, and hence, the bulk amorphous alloy as a whole suffered from poor properties. 
[001 1 ] In addition, the metal material is melted in a water-cooled hearth, and the part of the metal in contact with the 

is hearth is at a temperature below the melting point of the metal material even if the metal material is in molten state. The 
part in contact with the hearth, therefore, is likely to induce nonuniform nucleation. In the above-described suction cast- 
ing, such part of the molten metal which may induce uniform nucleation is also cast into the vertically extending water- 
cooled mold and there is a fair risk of crystal nucleus formation in the corresponding part. 

[001 2] Furthermore, since the bottom of the water-cooled crucible is moved downward at a high speed, the process 
20 suffered from a fair chance of the molten metal entering into the gaps formed between moveable parts and the like to 
reduce the reproducibility. In some extreme cases, the molten material entered is even caught in such gaps to result in 
failure, stop, or incapability of operation. 

[001 3] In the meanwhile, use of an amorphous alloy material for the face of a golf club has been proposed since the 
clubface is required to have high strength, high toughness, and high impact strength, and golf clubs wherein an amor- 
25 phous alloy is used for the lace insert are commercially available and attention is being given to such golf clubs. Pro- 
duction of such golf club, however, has been associated with the problem of low yield of the amorphous alloy face free 
from defects such as cold shuts, and variation in the mechanical properties of the face due to the molding procedure. 
The golf club, therefore, suffered from high price of the face, variation in the properties, and high cost 

30 SUMMARY OF THE INVENTION 

[0014] An object of the present invention is to obviate the problems of the prior art as described above, and to provide 
a golf club which has excellent dub properties and which has an amorphous alloy clubface of desired shape free from 
the so-called cold shuts, that is the amorphous region formed by the meeting of the molten metal surfaces that has been 

35 cooled to a temperature below the melting point through contact with outer atmosphere. Preferably, the clubface is also 
free from crystalline region formed by growth of crystalline nucleus through nonuniform nucleation of the molten metal 
at a temperature below the melting temperature. Another object of the present invention is to provide a golf, club which 
has been produced by a simple, single-step, highly reproducible process wherein the molten metal at a temperature 
above the melting point is selectively cooled at a rate higher than the critical cooling rate. Further object of the present 

40 invention is to provide a goff club which has excellent strength properties including high strength and high toughness 
as well as excellent shot properties realized by improving restitution efficiency upon hitting of the golf ball whereby initial 
speed of the golf ball is increased to its maximum. 

[0015] in order to attain the objects as described above, there is provided by the present invention a golf club with a 
club head having a metallic glass face wherein 

45 said metallic $ass face is a metallic glass face of desired shape produced by filling a metal material in a hearth; 

melting said metal material by using a high-energy heat source which is capable of melting said metal material; press- 
ing said molten metal which is at a temperature above the melting point of said metal material to deform the molten 
metal into the desired shape by at least one of compressive stress and shear stress at a temperature above the melting 
point, while avoiding the surfaces of the molten metal which are cooled to a temperature below the melting point of said 

so metal material from meeting with each other during the pressing; and cooling said molten metal at a cooling rate higher 
than the critical cooling rate of the metal material simultaneously with or after said deformation to produce the metallic 
glass face. 

[001 6] The metallic glass face may preferably have a Vickers hardness of at least 300 Hv. 
[001 7] The metallic glass face may preferably have a Young's modulus in the range of 50 QPa to 1 50 GPa. 
55 [001 8] The metallic glass face may preferably have a thickness in the range of 1 .5 mm to 4.5 mm. 

[001 9] The metallic glass face may preferably have a value of the product E x T of Young's modulus E (GPa) and thick- 
ness T (mm) in the range of 100 to 350. 

[0020] The metallic glass face may preferably have a tensile strength of at least 1 000 MPa. 
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[0021 ] There rs also provided by the present invention a gotf club wherein said molten metal at a temperature above 
the melting point of said metal material is pressed while avoiding not only the meeting of the surfaces of the molten 
metal which are cooled to a temperature below the melting point of said metal material with each other but also meeting 
of such molten metal surface with another surface cooled to a temperature below the melting point of said metal mate- 
5 rial. 

[0022] The pressing and deforming of said molten metal is preferably accomplished by selectively rolling said molten 
metal which is at a temperature above the melting point of said metal material into plate shape or other desired shape 
with a cooled roll for rolling mounted on said hearth, while cooling simultaneously. 

[0023] The metallic glass face is preferably a metallic glass face of plate shape or other desired shape produced by, 
w after melting said metal materia) filled in the hearth, selectively rolling the molten metal which is at a temperature above 
the melting point rising over the hearth with simultaneous cooling by rotating said cooled roll and moving the hearth in 
relation to said high energy heat source and said cooled roll for rolling. 

[0024] The hearth is preferably of elongated shape, and the metallic glass face comprises a plurality of metallic glass 
faces of plate shape or other desired shape produced by continuously conducing the melting, the rolling of the molten 
15 metal which is at a temperature above the melting point, and the cooling by using said hearth of the elongated shape 
and moving said hearth in relation to said high energy heat source and said cooled roll for rolling to thereby serially pro- 
duce metallic glass faces. 

[0025] The cooled rdl for rolling is preferably provided at the position corresponding to the hearth with a molten metal- 
discharging mechanism for discharging the molten metal which is at a temperature higher than the melting point from 

20 the hearth, said molten metal-discharging mechanism being fabricated from a material having low thermal conductivity. 
[0026] The pressing and deforming of said molten metal is preferably accomplished by selectively transferring said 
molten metal which is at a temperature above the melting point of said metal material into a cavity of the desired shape 
in the mold provided near said hearth without fluidizing the molten metal, and pressing the molten metal with a cooled 
upper mold without delay to forge the molten metal into the desired shape together with simultaneous cooling. 

25 [0027] The metallic glass face is preferably a metallic glass face of the desired shape produced by. after melting said 
metal material filled in the hearth, moving said hearth and said lower mold to right underneath said upper mold and 
descending the upper mold toward the lower mold without delay to thereby selectively transfer the molten metal which 
is at a temperature above the melting point into said lower mold where the molten metal is pressed and cooled for forg- 
ing. 

30 [0028] The upper mold is preferably provided at the position corresponding to the hearth with a molten metal-dis- 
charging mechanism for discharging the molten metal which is at a temperature higher than the melting point from the 
hearth, said molten metal-discharging mechanism being fabricated from a material having low thermal conductivity. 
[0029] In the present invention, the phrase "meeting" of "the surfaces cooled" means the "meeting" of The surfaces 
of the molten metal (which are) cooled to a temperature below the melting point of said metal material" in a narrower 

35 sense. In a broader sense, this phrase also include the case wherein "the surfaces of the molten metal (which are) 
cooled to a temperature below the melting point of said metal material" meet with "other surfaces cooled to a tempera- 
ture below the melting point of said metal material" such as the surface of the hearth cooled by water, ft should be noted 
that the phrase "the surfaces of the molten metal (which are) cooled to a temperature below the melting point of said 
metal material" are the surfaces of the molten metal (which are) cooled to a temperature below the melting point by con- 

40 tact with outer atmosphere, mold, hearth or the like. 

[0030] The phrase "pressing a molten metal (which is) at a temperature above the melting point of said metal material 
to deform the molten metal, while avoiding the surfaces cooled to a temperature below the melting point of said metal 
material from meeting with each other during the pressing" used herein does not only mean the pouring of the molten 
metal maintained at a temperature above the melting point from the cooled hearth into the mold followed by pressing, 

45 while avoiding the formation of cold shuts which are formed by the meeting of the surfaces cooled to a temperature 
below the melting point of said metal material caused by ftuidBzation or surface wave-formation. This phrase also 
includes use of a mold fabricated from a material such as quartz which is not thermally damaged at a temperature 
above the melting point of the metal material, and heating of the lower mold to a temperature near the melting point, 
preferably, to a temperature above the melting point, followed by pouring of the metal molten with a high energy source, 

so for example, a radio frequency heat source and maintained at a temperature above the melting point into the prelimi- 
narily heated lower mold without forming any surface which is cooled to a temperature below the melting point; and 
pressing with the cooled upper mold to thereby conduct the pressing and quenching at a rate above the critical cooling 
rate. Namely, if the metal material used is a material with an extremely low critical cooling rate, the metal molten in a 
quartz tube may be directly poured and cooled in water while maintaining its shape. 

55 [0031 ] In other words, the cold shuts are formed when the pressing, deformation, compression, shearing of the molten 
metal are not conducted at a rate higher than the critical cooling rate and meeting of the cooled surface are not avoided. 
When a metal having a certain critical cooling rate, for example, 10°C/sec is used, an amorphous bulk alloy without cold 
shuts can be produced only when the time between the molten state and the deformation and the decrease in temper- 
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ature attain the predetermined critical cooling rate (higher than 10 °C/sec in this case); and the meeting of the cooled 
surface is avoided. 

[0032] The term "desired shape" used herein refers to the shape of a dubface in view of the embedding of the face 
insert constituting the club head face and fixing with a fastener. This term is not limited to any particular shape as long 
5 as the metallic glass material has a shape proper for the dubface and is formed into ctubface through pressing or forg- 
ing by using an ipper press roll or forging mold of various contour and a lower press surface or forging mold of various 
contour which are controlled and cooled in synchronism. Exemplary shapes include, a plate, an unspecified profile 
plate, a cylindrical rod, a rectangular rod, and an unspecified profile rod. 

w BR IE F D E S CRIP T IO N Q F THE PRAW INGS 
[0033] 

FIGS. 1 a and 1 b are respectively a schematic front view of an embodiment of the golf club according to the present 
is invention, and a schematic perspective view of another embodiment of the golf club according to the present inven- 
tion. 

FIG. 2 is a flow sheet schematically shewing an embodiment of the metallic glass production apparatus of roiling 
type used for producing a metallic glass face in the golf club of the present invention. 

FIG. 3 is a top view of water-cooled hearth and mold used in the metallic glass production apparatus of rolling type 
20 shown in FIG. 2. 

FIGS. 4a and 4b schematically show an embodiment of the production of a plate-shaped amorphous alloy face in 
the metallic glass production apparatus of rolling type wherein an arc electrode is used for the heat source. FIG. 4a 
is a schematic view of the process wherein the metal material is melted, and FIG. 4b is a schematic view of the 
process wherein the molten metal is rolled and cooled. 
25 FIGS. 5a and 5b are partial cross-sectional view and partial top view of essential parts of another embodiment of 
the metallic glass production apparatus of rolling type used in the present invention. 

FIG. 6 is a flow sheet schematically showing an embodiment of the metallic glass production apparatus of forging 
type for producing a metallic glass face used in the present invention. 

FIG. 7a and 7b schematically show an embodiment of the production of a plate-shaped amorphous alloy face in 
30 the metallic glass production apparatus of forging type wherein an arc electrode is used for the heat source. FIG. 
7a is a schematic view of the process wherein the metal materia] is melted, and FIG. 7b is a schematic view of the 
process wherein the molten metal is forged and cooled. 

FIG. 8 is X-ray diffraction pattern for the piece taken from the central region of the transverse section of the 
Zr55AI 10 Cu3oNi5 alloy material produced in Example 14 of the present invention. 
35 FIG. 9 is differential scanning calorimetry curve for the piece taken from the central region of the transverse section 
of the Zr55AI 10 Cu3oNi5 alloy material produced in Example 14 of the present invention. 

FIG. 10 is a photomicrograph showing the metal structure in the central region of the transverse section of the 
ZrsgAI^CugoNis alloy material produced in Example 14 of the present invention. 
FIG. 1 1 is a schematic view of the dubface molded in Example II of the present invention. 
40 FIG. 12 is a schematic perspective view showing the f lexural strength test of the dubface molded in Example II of 
the present invention. 

DETAILED DESCRIPTION OF THE INVENTION 

45 [0034] Next, the golf club of the present invention is described in detail by referring to the different embodiments 
descrbed in the drawings. 

[0035] FIGS. 1a and 1b are respectively a schematic front view of an embodiment of the golf club according to the 
present invention, and a schematic perspective view of another embodiment of the golf club according to the present 
invention. 

so [0036] The golf dub 1 of FIG. 1a is a so-called putter, and the goK club 1 has a neck 2 to be connected to a club shaft 
(not shown) and a head 3. The head 3 has a dubface in which a metallic glass face 4 is embedded as a face insert. 
[0037] The golf club 5 of FIG. 1 (b) is a so-called wood, and the golf club 5 also has a head 3 in which a metallic glass 
face 4 is embedded. 

[0038] It should be noted that the goK club of the present invention is not limited to the putter 1 and the wood 5 shown 
55 in FIGS. 1a and 1b, and may be, for example, a so-called iron (not shown) and the like. 

[0039] The characteristic feature of the golf club of the present invention is that the dubface of the head 3 in the golf 
dub 1 or 5 has a metallic glass dubface 4, and all or a part of the dubface comprises the metallic glass face 4. In the 
present invention, the entire head 3 may be fabricated from a metallic glass as long as the dubface comprises the 
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metallic glass face 4. 

[0040] The head 3 wherein all or a part of the dubface is constituted from the metallic glass face 4, or the head 3 
fabricated from a metallic glass may be produced by various means. For example, the metallic glass face 4 may be 
embedded in the head 3 as a face insert to constitute the dubface of the head 3 as shown in FIGS 1a and 1b. In th 

5 case of the putter 1 shown in FIG. 1a. an iron (not shown), or the metal wood 5 (see FIG. 1 b). the part of the head 3 on 
theskJ of the dubface may be fabricated from a metallic glass and the rest of the head 3 and the neck 2 may be fab- 
ricated from a metal normally used for constituting the head, and these parts may be connected. Alternatively, the entire 
head 3. or the head 3 and the neck 2 may be fabricated from a metallic glass. In the case of the wood 5 as shown in 
FIG. 1 b, the metallic glass face 4 may be fixedly secured onto the dubface of the head 3 by means of a fastener such 

10 as a bis. 

[0041] It should be noted that the materials used for the head 3 of the golf club are not particularly limited, and an 
adequate material may be selected from metals such as iron and titanium and woods such as hickory which are gen- 
erally used for a golf dub. 

[0042] The golf dub 1 or 5 of the present invention has the metallic glass face 4 in the dubface of the head 3. 
75 [0043] Preferably, the metallic glass face 4 used in the present invention is the one produced by the metallic glass 
production process as described below, and has the strength properties as described below. 
[0044] The metallic glass face 4 used in the present invention may preferably have the mechanical properties as 
described below. 

20 (1) The metallic glass face may preferably have a vlckers hardness Hv of at least 300 Hv. 

When the value of vlckers hardness Hv is too small, the dubface will not have the scratch resistance required 
for a gorf dub face, and therefore, the metallic glass face may preferably have a vlckers hardness Hv of at least 300 
Hv. and more preferably, at least 400 Hv. In view of the production process, the upper limit of the vlckers hardness 
Hv is 1300 Hv irrespective of the above-described lower limit of the vlckers hardness Hv. 

25 (2) The metallic glass face may preferably have a Young's modulus E in the range of 50 GPa to 150 GPa. 

When the \bung's modulus E is too large, frequency corresponding to the primary local minimum value of the 
mechanical impedance of the golf dub head will increase to detract from impedance matching (as described below) 
between the golf ball and the golf dub. The traveling distance of the golf ball when hit with the golf dub will then 
decrease, and the impact upon hitting of the bail will also increase to adversely affect the feel of the ball at impact. 

30 Therefore, the metallic glass face may preferably have a Young's modulus E of up to 150 GPa. and more preferably, 
up to 120 GPa. When the Young's modulus E is too small, deformation of the dubface upon hitting of the ball will 
be increased, and the golf dub may suffer from a damage due to strength insuffidency, for example, at the joint 
between the face and the head main body. Therefore, the lower limit of the Young's modulus E is preferably 50 GPa, 
and more preferably 70 GPa irrespective of the above-described upper limit of the >bung's modulus E. 

35 One of the inventors of the present invention is an inventor of Japanese Patent No. 2130519 (JP-B 5-33071) 

which is directed to a golf dub head wherein coeff ident of restitution between the head and the golf ball is maxi- 
mized to increase the shot distance. This patent cfisdoses a theory (hereinafter sometimes referred to as imped- 
ance matching theory) wherein the initial speed of the impacted ball immediately after the shot is increased by 
minimizing the difference between frequency corresponding to the primary local minimum value of the mechanical 

40 impedance of the gorf dub head (hereinafter sometimes simply referred to as "primary frequency of the head 
impedance") and frequency corresponding to the primary local minimum value of the mechanical impedance of the 
golf ball (hereinafter sometimes simply referred to as "primary frequency of the ball impedance"; in the range of 
about 600 to 1600 Hz). 

The term "mechanical impedance" is defined as the ratio of the magnitude of force acting on a point of a body 
45 to the response speed of another point when this force acts. That is to say, when an external force F is applied to 
a body, and the response speed of the body is V. the mechanical impedance Z is defined as: Z = F/V . 

In order to reduce the primary frequency of the head impedance, it is effective to decrease the rigidity of the 
face surface or face portion, for example, by increasing the face area, redudng thickness of the face portion, and 
using a material of low Young's modulus for the face portion. 
so In particular, use of a metal material of low Mxjng's modulus for the face portion is known from the experience 

to result in a soft feel of the ball at impact (ball-impacting feel), and impact transmitted to hands in the case of miss 
shot will also be reduced. 

(3) The metallic glass face may preferably have a thickness T in the range of 1 .5 mm to 4.5 mm. 

When the face is too thick, the frequency corresponding to the primary local minimum value of the mechanical 
55 impedance of the gdf dub head will increase to detract from impedance matching between the gorf ball and the 
golf dub as described above. The distance of the gorf ball travel when hit with the golf dub will then decrease, and 
the impact upon hitting of the ball will also increase to adversely affect the feel of the ball at impact Therefore, the 
metallic glass face may preferably have a thickness of up to 4.5 mm, more preferably up to 4.0 mm, and still more 
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preferably up to 3.5 mm. When the face is too thin, the face will not have the strength required for a goff club face. 
Therefore, the lower limit of the face thickness T is 1.5 mm, and more preferably 2.0 mm irrespective of the above- 
described upper limit of the face thickness T. 

(4) The metallic glass face may preferably have a value of the product E x T of the Young's modulus E (GPa) and 
5 the thickness T (mm) of the metallic glass face in the range of 100 to 350. 

As described above, it is effective to "reduce the Vbung's modulus" or "reduce the face thickness" in order to 
increase the traveling distance of the gorf ball by minimizing the difference between the frequency corresponding 
to the primary local minimum value of the mechanical impedance of the gorf club head and the frequency corre- 
sponding to the primary local minimum value of the mechanical impedance of the gorf ball, and at the same time, 
w it is effective to "increase the Ybung's modulus" and "increase the face thickness" in order to reliably attain the 
strength required for a golf club face. In view of such balance, the E x T which is the product of the >bung's modulus 
E (GPa) and the thickness T (mm) is preferably at least 1 00, more preferably at least 1 50. and still more preferably 
at least 170. At the same time, the E x T is preferably up to 350, and more preferably up to 340. 

(5) The metallic glass face may preferably have a tensile strength of of at least 1000 MPa. 

is When the tensile strength of is too small, the face will not have the strength required fa a gorf club face, and 

the golf club may experience damages such as face crack upon impact Therefore, the metallic glass face may pref- 
erably have a tensile strength of of at least 1000 MPa, and more preferably at least 1200 MPa. The upper limit of 
the tensile strength of is 5000 MPa, and more preferably 4000 MPa irrespective of the above-described lower limit 
of the tensile strength of. 

20 The metallic glass face 4 used in the present invention is provided with the preferable mechanical properties 

as defined above, and as a consequence, the goff clubs 1 and 5 of the present invention are provided with excellent 
properties and in particular, excellent shot properties including maximized initial ball speed by increased coefficient 
of restitution of the gorf ball at impact. 

The metallic glass face provided with the mechanical properties capable of realizing the shot properties as 

25 described above may be produced by the metallic glass production process as described below. 

[0045] Next the process for producing the metallic glass for the clubface of the present invention is described. 
[0046] In the method of producing a metallic glass face used in the present invention, a hearth, for example, a water- 
cooled copper hearth in the form of a recess is filled with a face-constituting metal material which is preferably a mixture 

30 of a powder or pellets of metals having high amorphousizing properties. Next, the metal material is melted by means of 
a high energy heat source, for example, by an arc heat source after evacuating the chamber and maintaining the vac- 
uum, or under reduced pressure, or after substituting the chamber with an inert gas with or without forced cooling of the 
hearth. (Melting in vacuum has the merit of retarded cooling of the molten metal due to the absence of convection com- 
pared to the casting at atmospheric pressure. The metal may be melted, for example, by means of electron beam.) 

35 [0047] Next, the molten metal at a temperature above the melting point of the metal material is transferred into the 
cavity of the mold. More illustratively, in the case of the water-cooled hearth, the molten metal at a temperature above 
the melting point is selectively transferred into the mold cavity by directly pressing the molten metal in the hearth with a 
new mold or by transferring the molten metal mass into the mold cavity followed by pressing. In such transfer of the mol- 
ten metal onto the mold cavity, the surfaces of the molten metal in contact with the atmosphere should be avoided from 

40 meeting with each other, and f lukfization or surface weaving of the molten metal should be avoided. When the molten 
metal is pressed in the mold cavity, at least one of compression stress and shear stress is applied to the molten metal 
at a temperature higher than the melting temperature for deformation of the molten metal into the desired shape, and 
the molten metal at a temperature higher than the melting temperature is cooled at a rate higher than the critical cooling 
rate of the metal material after the deformation or simultaneously with the deformation. 

45 [0048] For example, in an embodiment, the molten metal at a temperature above the melting point rising over the 
hearth is selectively rolled simultaneously with cooling into a face of plate or other desired shape by means of a cooled 
(water-cooled) roll for (metal) rolling disposed on the hearth (this process is referred to as (metal) rolling process). In 
this process, the hearth is moved in relation to the cooled roll for rolling which is rotated. When a hearth of an elongated 
shape is used, the metal material in the hearth may be melted in continuity by the high energy heat source in corre- 

so spondence with the relative movement of the hearth, and the continuously melted metal at a temperature higher than 
the melting point is continuously rolled and cooled by the continuously rotating cooled roll for rolling to produce a train 
of metallic glass faces of eiongeted plate shape or other desired face shape, ft should be noted that the cooled roll for 
rolling is preferably provided with a molten metal-discharging mechanism fabricated from a material of low thermal con- 
ductivity at the position corresponding to the hearth to thereby discharge the molten metal at a temperature higher than 

55 the melting point from the hearth into the new mold surface (rolling surface) used for face production. 

[0049] In another embodiment, the morten metal in the hearth at a temperature higher than the melting point of the 
metal material is selectively transferred into the lower half of the mold having a cavity of desired shape provided near 
th hearth without causing fluid ization or surface weaving of th molten metal, and the molten metal is immediately 
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pressed with the cooled upper half of the mold which mates with the cavity of the lower mold for press forging of the 
molten metal, or alternatively, the mold may be cooled simultaneously with the forging (this process is hereinafter 
referred to as forging process). In this process, the hearth and the lower mold are moved in relation to th high energy 
heat source and the upper mold to align the lower and the upper molds, and the lower and the upper molds are mated 

5 by either descending the upper mold or ascending the lower mold to press forge the molten metal in the lower mold at 
a temperature above the melting point simultaneously with the rapid cooling of the mold. It should be noted that the 
upper mold is preferably provided with a molten metal -discharging mechanism fabricated from a material of low thermal 
conductivity at the position corresponding to the hearth to thereby discharge the molten metal at a temperature higher 
than the melting point from the hearth into the cavity of the lower mold. 

10 [0050] As mentioned above, the first object of the present invention is to produce and use an amorphous alloy face 
of the desired final face shape which is free from cold shuts and other casting defects, and which is excellent in mechan- 
ical properties including strength and toughness; and the second object is, in addition to the fist object to produce and 
use an amorphous alloy face which is free from crystal nuclei resulting from the nonuniform nucleation and which has 
uniform mechanical properties. Therefore, the means for attaining such objects are not limited to the above-described 

15 processes, and any means can be adopted as long as the molten metal as a mass at a temperature above the melting 
point can be selectively formed into the face of the final desired shape by directing compression stress and/a shear 
stress to the molten metal by pressing the molten metal while avoiding the meeting of the surfaces of the molten metal 
which had been in contact with the atmosphere by fluid ization or surface weaving of the molten metal or the meeting of 
the preceding molten metal stream with the subsequent molten metal stream. 

20 [0051] For example, most preferable means are use of a levftation device or the like wherein the metal material is 
melted and maintained at a temperature above the melting point in non-contacted state, and the use of cold crucible 
(skull melting) device or the like wherein the metal material is melted and maintained at a temperature above the melt- 
ing point in a state resembling the non-contacted state. Sections of a sectional die. for example, two sections of a mold 
are moved toward the molten metal maintained at a temperature above the melting point in non-contacted state or in a 

25 state resembling the non-contacted state to thereby sandwich and press the molten metal into the desired final face 
shape. In an alternative process, a material which does not melt at a temperature higher than the melting point of the 
metal material, which does not react with the molten metal, and which has excellent mechanical strength or a material 
which is not damaged by high temperature heating and rapid cooling is chosen in accordance with the type of the mol- 
ten metal from such materials as carbon, nickel, tungsten, ceramics, and the like, and the lower half of the mold used 

30 for face production is fabricated from the thus selected material. The metal material is filled in the lower mold, melted, 
and pressed with the upper mold immediately after the melting of the metal material for press forming. Simultaneously 
with the pressing, the upper and lower molds may be cooled with a coolant such as a gas or water to produce the amor- 
phous alloy face of desired final shape. In such a case, it is preferable that the lower mold is not cooled during the melt- 
ing of the metal and the cooling of the lower mold is preferably started after the completion of the melting, and in such 

35 a case, the lower mold may be fabricated from any material as long as the lower mold can maintain the temperature 
near the melting point For example, the lower mold may be fabricated from either a material of high conductivity or a 
material of low conductivity. 

[0052] It should also be noted that, in the metal rolling process as described above, the metal rolling may be con- 
ducted by two-roll metal rolling process which is capable of producing an amorphous alloy face having desired surface 

40 pattern. In a single roll metal rolling process, the rolling and the cooling by the cooled roll for metal rolling may be 
accomplished not only by the reciprocal movement of the hearth in one direction but the hearth may be rotated within 
the horizontal plane so that the roll may be moved in different directions. In the forging process, the hearth and the lower 
mold may be rotated within the horizontal plane in adoption to their reciprocal movement in one direction. 
[0053] In the present invention, the metallic glass face of the desired final face shape is produced from the molten 

45 metal in one step The number of the metallic glass face produced in one cycle, however, is not limited, and two or more 
faces may be produced at once. The term "final face shape" is used in the present invention for single face, two or more 
faces, a train of two or more faces, completely finished face(s), and face(s) which are yet to be worked (for example, 
from which burr should be removed). 

[0054] An amorphous alloy face of plate shape or other shape, namely, a metallic glass face is thus produced. The 
so metallic glass face thus produced which has not experienced nonuniform solidification is made of a high density bulk 
amorphous alloy which is free from cold shuts and other casting defects, which is free from crystal nuclei resulting from 
nonuniform nucleation, and which has uniform strength properties, in particular, impact strength, and toughness. Fur- 
thermore, the metallic glass face was produced by one-step molding and has a final desired shape adapted for the type 
of the golf club, and no further processing is required. 
55 [0055] When a metal material is melted in a metallic hearth, in particular, in a water-cooled copper hearth to obtain 
the molten metal at a temperature above the melting point of the metal material, the part of the molten metal in contact 
with the hearth is inevitably cooled to a temperature below the melting temperature, and nonuniform nucleation is 
induced by this part of th molten metal where crystal nuclei are present The resulting bulk material used as the face, 
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therefore, is likely to be a bulk amorphous alloy wherein crystalline phase is present Even if the crystallin phase were 
present in the bulk amorphous alloy, the material can be used as a functional material having both the functionality of 
the amorphous phase and the functionality of the crystalline phase, namely, as a functionally gradient material as long 
as the material is sufficiently functional and free from cold shuts and other casting defects. Such functionally gradient 
material is also within the scope of the amorphous bulk alloy which satisfies the requirements of the dubface in the goH 
club of the present invention. 

[0056] The present invention maybe applied for the alloys of almost any combination of the elements including the 
above mentioned ternary alloys, Zr based alloys such as Zr-AI-Ni-Cu, Zr-Ti-AI-Ni-Cu, Zr-Nb-AI-Ni-Cu, and Zr-AI-Ni-Cu- 
Pd alloys and other multi-component alloys comprising four or more components to form the amorphous phase, as long 
as these alloys can be melted using high energy heat source such as the arc heat source. When such alloys are used 
for the metal material of the invention, it would be preferable to use the alloy in powder or pellet form to facilitate rapid 
melting of the alloy by high energy heat source. The form of the alloy, however, is not limited to such forms, and the 
metal material used may be in any form as long as rapid melting is possible. Exemplary forms other than powder and 
pellets include wire, ribbon, rod, and ingot, and a metal material of any desired form may be adequately selected 
depending on the hearth, particularly the water-cooled hearth and the high-energy heat source employed. 
[0057] The high-energy heat source used is not limited to any particular type, and any heat source may be employed 
so long as it is capable of melting the metal materia] filled in the hearth or the water-cooled hearth. Typical high-energy 
heat sources include arc heat source, plasma heat source, electron beam, and laser. When such heat source is 
employed, either single heat source or multiple heat sources may be provided per one hearth or one water-cooled 
hearth. 

[0058] Trie metallic glass face in the goH dub of the invention is basically produced by the method as described above. 
Next, the metallic glass production apparatus embodying the production process are described. 
[0059] FIG. 2 is a flow sheet schematically showing an embodiment of the metallic glass production apparatus of 
metal rolling type used for producing the metallic glass face according to the present invention. 
[0060] As shown in FIG. 2, the metallic glass production apparatus of rolling type 1 0 comprises a water-cooled copper 
hearth (hereafter referred to as a water-cooled hearth) 12 having a recess of predetermined configuration into which 
the metal material, for example, a metal material in powder or pellet form is to be filled; a roll casting section 1 3 extend- 
ing from the periphery of the water-cooled hearth 1 2 and having a specified face shape; a water-cooled electrode (tung- 
sten electrode) 14 for arc melting the metal material in the water-cooled hearth 12; and a water-cooled roll for rolling 16 
for rolling the molten metal arc-melted at a temperature higher than the mefting point rising from the water-cooled 
hearth 12 onto the roll casting section 13 to form an ingot of plate shape, and which rapidly cools the metal material at 
a rate higher than the critical cooling rate intrinsic to the metal material (molten metal) simultaneously with the rolling; 
a cooling water supplier 1 8 for supplying a coding water to the water-cooled hearth 12, the water-cooled electrodes 1 4, 
and the water-cooled red I for rolling 1 6 by water circulation; a vacuum chamber 20 for accommodating the water-cooled 
hearth 12, the water-cooled electrodes 14, and the water-cooled roll for rolling 16; and a hearth-moving mechanism 22 
for moving the water cooled hearth 12 provided with the roll casting section 13 in vacuum chamber 20 in the direction 
of arrow b (in horizontal direction) in synchronism with the rotation of the water-cooled roll for rolling 1 6 in the direction 
of arrow a. 

[0061] The water-cooled roll for rolling 16 is rotated by a drive motor 17 to selectively roll and rapidly cool the molten 
metal at a temperature higher than the mefting point rising from the water-cooled hearth 12 between the roll casting 
section 13 and the water-cooled roll for rolling 16, and the hearth-moving mechanism 22 is constructed so as to be 
driven by a drive motor 23 to horizontally move the water-cooled hearth 12 in synchronism with the rotation of the water- 
cooled roll for rolling 16. Although the water-cooled roll for rolling 16 is rotated by the drive motor 17 in the embodiment 
of FIG. 2, the embodiment shown in FIG. 2 is not a sole case and the present invention may be rotated by a mechanism 
other than such mechanism. For example, the water-cooled roll for rolling 16 may be kept in pressure contact with the 
water-coded hearth 12 by means of a biasing means (not shown) such as a spring which can control the pressure, and 
the water-coded roll for rolling 16 may be rotated by means of the friction between the water-cooled roll for rolling 16 
and the water-cooled hearth 12 in correspondence to the horizontal movement of the water-cooled hearth 12 by the 
hearth-moving mechanism 22. 

[0062] The water-cooled electrodes 14 is connected to an arc power source 24. The water-cooled electrodes 14 is 
arranged at a slight angle from the direction of the depth of the recess 12a of the water-cooled hearth 12, and the elec- 
trodes 14 is arranged to enable its control in X, Y and Z directions by a stepping motor 15. In order to keep the gap (in 
Z direction) between the metal material in the water-cooled hearth 12 and the water-cooled electrodes 14 at a constant 
distance, the position of the metal material may be detected by a semiconductor laser sensor 26 to automatically control 
the movement of the water-cooled electrodes 1 4 by the motor 1 5. When the gap between the arc electrodes 1 4 and the 
metal material is inconsistent, the arc established would be unstable, leading to inconsistency in the meft temperature. 
A nozzle for discharging a cooling gas (for example, argon gas) may be provided near the arc g neration site of the 
water-coded electrode 14 to discharge the cooling gas supplied from a gas source (a steel gas cylinder) 28 to thereby 
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promote rapid oooGng of the molten metal after the heat melting. 

[0063] The vacuum chamber 20 has the structure of water-cooling jacket made from an SUS stainless steel, and is 
connected to an oil diffusion vacuum pump (diffusion pump) 30 and an oil rotary vacuum pump (rotary pump) 32 by 
means of the exhaust port fa evacuation. The vacuum chamber 20 has an argon gas inlet port in communication with 
5 a gas source (a steel gas cylinder) 34 to enable purging of the atmosphere with the inert gas after drawing a vacuum. 
The cooling water supplier 18 cools the cooling water that has circulated back by means of a coolant and then send 
the thus cooled cooling water to the water-cooled hearth 12. the water-coded electrode 14, and the water-cooled roll 
for rolling 1a 

[0064] The hearth-moving mechanism 22 which moves the water-cooled hearth 1 2 in the (horizontal) direction shown 
10 by arrow b in FIG. 2 is not limited to any particular mechanism, and any mechanism Known in the art for translational or 
reciprocal movement may be employed, for example, a drive screw and a traveling nut using a ball thread, pneumatic 
mechanism such as air cylinder, and hydraulic mechanism such as hydraulic cylinder. 

[0065] Next, the process for producing a metallic glass face by the rolling system according to the present invention 
is described by referring to FIGS. 2, 3 and 4. 

75 [0066] FIG. 3 is a schematic top view of the water-cooled copper hearth and the roll casting mold section (the mold 
for rolling) 13 shown in FIG. 2. FIG. 4a is a schematic cross sectional view of the metal material-melting step in the pro- 
duction process of a plate shaped amorphous bulk alloy in the metallic glass production apparatus of rolling type 
wherein arc melting is employed. FIG. 4b is a schematic cross-sectional view of the step wherein the molten metal is 
rolled and cooled by the water-cooled roll for rolling 16 and the roll casting mold section 13 of the water-cooled copper 

20 hearth 12. 

[0067] First, the water-cooled roll for rolling 16 is rotated by the drive motor 1 7, and the hearth-moving mechanism 22 
is driven by the drive motor 23 in synchronism with the rotation of the water-cooled roll for rolling 16 to move the water- 
cooled hearth 12 to the initial position where it is set as shown in FIG. 4a. The metal material (powder, pellets, crystals) 
is then fflled in the recess 12a of the water-cooled copper hearth 12. In the meanwhile, the position of the water-cooled 
25 electrode 14 is adjusted in X, Y and Z directions by means of the sensor 26 and the motor 15 via an adapter 14a (see 
FIGS. 4a and 4b) and the distance between the water-cooled electrode 14 and the metal material (in Z direction) is 
adjusted to a predetermined distance. 

[0068] The chamber 20 is then evacuated by the diffusion pump 30 and the rotary pump 32 to a high vacuum of, for 
example, 5 x 10" 4 Pa (using liquid nitrogen trap), and argon gas is supplied to the chamber 20 from the argon gas 
30 source 34 to purge the chamber 20 with argon gas. In the meanwhile, the water-cooled copper hearth 12, the water- 
cooled electrode 14. and the water-cooled roll for rolling 16 are cooled by the cooling water supplied from the cooling 
water sillier 18. 

[0069] When the preparation as described above is completed, the arc power source 24 is turned on to generate a 
plasma arc 36 between the tip of the water-cooled electrode 14 and the metal material to completely melt the metal 
35 material to form the molten alloy 38 (see FIG. 4a). The ark power source 24 is then turned off to extinguish the plasma 
ark 36. Simultaneously, the drive motors 17 and 23 are turned on to horizontally move the water-cooled copper hearth 

12 by the hearth-moving mechanism 22 in the direction of the arrow b as shown in FIG. 4b at the predetermined rate, 
and rotate the water-cooled roll for rolling 16 at a constant rotation rate in synchronism with the horizontal movement of 
the water-cooled hearth 12 in the direction of the arrow a. The molten metal at a temperature above the melting point 

ao rising over the water-cooled hearth 12 is thus selectively transferred into the cavity (recess) 13a in the roll casting mold 
section 13 of the water-cooled hearth 12 by the water-cooled roll for rolling 16, and the thus transferred metal in the 
mold cavity 13a is rolled and pressed by sandwiching and pressing the molten metal between the roll casting section 

1 3 and the water-cooled roll for rolling 1 6 at a predetermined pressure with simultaneous cooling. The metal liquid (mol- 
ten metal) 38 is thus rolled by the water-cooled roll for rolling 16 into a thin plate simultaneously with the cooling, and 

45 therefore, the molten metal is cooled at a high cooling rate. Since the molten metal 38 is cooled at a rate higher than 
the critical cooling rate while it is rolled into the face having the final plate-like shape, the molten metal undergoes a 
rapid solidification to become the amorphous alloy face 39 of the final desired plate shape in the roll casting mold sec- 
tion 13. 

[0070] The thus obtained amorphous alloy face 39 in the form of a plate is the one which has been selectively formed 
so from the molten metal at a temperature above the melting point of the metal material (preferably, the molten metal of 
the part of the molten metal rising over the water-cooled hearth 12 which is at a temperature above the melting point) 
which is completely free from the portion 37 of the molten metal in the vicinity of the bottom of the water-cooled hearth 
1 2 whose temperature is lower than the melting point of the metal material and which is likely to invite nonuniform nucle- 
ation. and hence formation of the crystalline phase. In addition, the plate shaped amorphous alloy face 39 is the one 
55 formed from the molten metal at once into the final plate form with simultaneous cooling, without causing any f luidiza- 
tion or surface weaving. Therefore, the molten metal is uniformly cooled and solidified, and the resulting amorphous 
alloy face 39 has high strength and toughness, and is free from the crystalline phase resulting from the nonuniform 
solidification or nonuniform nucleation as well as the casting defects such as cold shuts. 
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[0071] In the embodiment shown in FIGS. 4a and 4b, the portion 37 of the molten metal in the vicinity of the bottom 
of the water-cooled hearth 12 whose temperature is lower than the melting point is avoided from entering into the final 
product and a plate-shaped amorphous alloy face 39 of high strength is reliably produced. In this embodiment how- 
ever, some of the molten metal 38 whose temperature is above the melting temperature of the metal material remains 

5 within the recess 12a of the water-cooled hearth 12, and such molten metal 38 is not used in the production of the plate- 
shaped amorphous alloy face 39, detracting from efficiency. Therefore, in an alternate embodiment of the present 
invention, as shown in FIG. 5a, the water-cooled roll for rolling 16 is provided with a molten metal-discharging mecha- 
nism 16a in the form of a protrusion fabricated from a material of low thermal conductivity at the position corresponding 
to the recess 12a of the water-cooled hearth 12 to thereby selectively discharge the molten metal at a temperature 

jo higher than the melting point from the recess 1 2a and prevent nonuniform nudeation. The molten metal 38 in the water- 
cooled hearth 12 at a temperature above the melting point is thereby efficiently utilized. In such embodiment, the pro- 
trusion constituting the molten metal-discharging mechanism 16a is preliminarily heated to a temperature near the 
melting temperature of the molten metal. 

[0072] As shown in FIG. 5b, when the water-cooled hearth 12 (namely, the recess 12a) comprises an elongated 
is recess 12a (of semicylindrical configuration), and the roll casting mold section 13 having a plurality of cavities 13a is 
provided on either side or both sides of the hearth 12, the metal material in the water-cooled hearth 12 may be contin- 
uously melted by the water-cooled electrode 1 4, and the molten metal at a temperature above the melting point may be 
selectively transferred by the water-cooled roll for rolling 16 into the cavities 13a of the roll casting mold section 13 of 
the water-cooled hearth 12 for continuous rolling with simultaneous cooling. As in the case of FIG. 5a, the water-cooled 
20 roll for rolling 16 of this embodiment may be provided with a molten metal-discharging mechanism 16a, for instance, on 
its periphery with a molten metal-discharging mechanism 1 6a in the form of a ridge of a predetermined length to selec- 
tively and effectively discharge the molten metal at a temperature higher than the melting point in the water-cooled 
hearth 12 to the cavities 13a and prevent nonuniform nudeation. As described above, the molten metal-discharging 
mechanism 16a in the form of a ridge is preferably fabricated from a material of low thermal conductivity, and more pref- 
25 erably, the molten metal-discharging mechanism 16a is preliminarily heated to a temperature near the melting temper- 
ature of the molten metal. 

[0073] In the production process of rolling type for producing the metallic glass face according to the present inven- 
tion, the roll casting mold section 1 3 is formed integrally with the water-cooled hearth 12. Instead of the roll casting mold 
section 13 integrally formed with the water-cooled hearth 12, another roll for rolling may be provided underneath the 

30 water-cooled roll for roiling 16 to constitute a twin-roll rolling system. In such a case, the cross section of the plate- 
shaped amorphous alloy face produced by the rolling may be changed by changing the contour of the lower roll, for 
example, the contour of the face-receiving cavity, into various shape not restricted to the rectangle shape. 
[0074] In the embodiment as descrfoed above, the water-cooled roll for rolling 16 rotates with its axis of rotation 
remaining in the same position, and the position in the horizontal plane of the water-cooled electrode 14 is also sub- 

35 stantially fixed. It is the water-cooled hearth 12 that is moved within its horizontal plana The present invention is not 
limited to such an embodiment and alternatively, the rotating water-cooled roll for rolling 16 and the water-cooled elec- 
trode 14 may be moved in parallel with each other in horizontal direction, and the water-cooled hearth 12 may be the 
fixed at one position. 

[0075] Although the roll casting mold section 13 integrally formed with the water-cooled hearth 12 may be formed with 
40 a cavity 13a as shown in the drawing, and the lower roller of the twin-roll system may be also formed with the cavity 1 3a, 
the present invention is not limited to such types and the provision of the cavity is not always necessary as long as the 
molten metal 38 is adequately rolled. 

[0076] In the embodiments as described above, the water-cooled roll for rolling 16 is strongly water cooled, and the 
roll casting mold section 1 3 and the lower roller of the twin-rolling system are not forcedly cooled, ft is of course possible 
45 to forcedly cool the roll casting mold section 13 and the lower roller of the twin-rolling system. In addition, the water- 
cooled hearth 12, the water-cooled electrode 14 and the water-cooled roll for rolling 16 are forcedly cooled by cooling 
water. The present invention is not limited to such embodiment, and other cooling media (coolant) such as a coolant 
gas may be used. 

[0077] The metallic glass face of the invention is basically produced with the rolling type production apparatus by the 
so production process of rolling type as described above. 

[0078] Next the forging type production process of metallic glass face embodying the production of the metallic glass 
face used in the golf dub of the present invention is descrfoed in detail. 

[0079] FIG. 6 is a flow sheet schematically showing an embodiment of the metallic glass production apparatus of forg- 
ing type for producing the metallic glass face used in the present invention. 
55 [0080] As shown in FIG. 6, the metallic glass production apparatus of forging type 50 is similar to the metallic glass 
production apparatus of rolling type 10 in FIG. 2 except that the molten metal at a temperature above the melting point 
is press formed (forged, or cast forged) between the lower mold 52 provided near the water cooled hearth 12 and the 
rapidly cooled upper mold 54 instead of th roll casting mold section 13 integrally formed with the water cooled hearth 
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1 2 and the water-cooled roll for rolling 1 6. Same reference numerals are used for the elements common to the appara- 
tus 50 and the apparatus 10, and the explanation is omitted. 

[0081 ] As shown in FIG. 6. the metallic glass production apparatus of forging type 50 comprises a water-cooled hearth 
12; a water-cooled electrode 14; a lower mold 52 having a cavity 52a having the desired final face configuration pro- 

5 vided near the water-cooled hearth 12; a molten metal-discharging mechanism 54 for discharging th molten metal at 
a temperature higher than th meeting point from the water-cooled hearth 12 into th cavity 52a of the lower mold 52. 
while avoiding nonuniform nudeation; an upper mold 54 which mates with the cavity 52a of the lower mold 52 to press 
mold (forge) the molten metal in the cavity 52a at a temperature above the melting point with simultaneous quenching 
of the molten metal at a rate higher than the critical cooling rate intrinsic to the metal material (molten metal); a cooling 

io water supplier 1 8 for supplying a cooling water to the water-cooled hearth 1 2, the water-cooled electrodes 1 4, and the 
upper mold 54 by water circulation; a vacuum chamber 20 for accommodating the water-cooled hearth 12, the water- 
cooled electrodes 14, and the upper mold 54; a hearth-moving mechanism 22 for moving the water coded hearth 12 
integrally formed with the lower mold 52 in vacuum chamber 20 in the direction of arrow b (in horizontal direction) in 
order that the position of the lower mold 52 is set just below the upper mold 54; and an upper mold-moving mechanism 

w 56 for moving the upper mold 54 in the direction of arrow c (in vertical direction) in the vacuum chamber 20 to thereby 
selectively discharge the molten metal at a temperature above the melting point in the water-cooled hearth 1 2 (integrally 
formed with the lower mold 52 which has been moved to the position of press molding) into the cavity 52a of the lower 
mold 52 by means of the molten metal-discharging mechanism 54a provided with the upper mold 54, and selectively 
press mold (forge) the molten metal at a temperature above the melting point in the cavity 52a simultaneously with 

20 quenching. The upper mold-moving mechanism 56 for vertical movement of the upper mold 54 is driven by the drive 
motor 57. 

[0082] Next, the process for producing a metallic glass face by the forging type according to the present invention is 
described by referring to FIGS. 6 and 7. 

[0083] FIG. 7a is a schematic cross sectional view of the metal material-melting step in the production process 
25 wherein an amorphous alloy face of the desired final shape is produced in the metallic glass production apparatus of 
forging type utilizing arc melting. FIG. 7b is a schematic cross-sectional view of the step wherein the molten metal is 
forged and cooled between the upper mold 54 and the lower mold 52 integrally formed with the water-cooled copper 
hearth 12. 

[0084] In the metallic glass production apparatus of forging type 50, the upper mold-moving mechanism 56 and the 
30 hearth-moving mechanism 22 are respectively driven by the drive motors 57 and 23 to move the water-cooled hearth 
12 integrally formed with the lower mold 52 and the upper mold 54 to the initial position where they are set as shown in 
FIG. 7a. As in the case of the metallic glass production apparatus of rolling type 10, the metal material is then fflled in 
the recess 1 2a of the water-cooled copper hearth 1 2, whereby the preparation for the metallic glass production by forg- 
ing is completed. 

35 [0085] After the completion of such preparation, the arc power source 24 is turned on as in the case of the metallic 
glass production apparatus of rolling type 10 to generate a plasma arc 36 between the tip of the water-cooled electrode 
1 4 and the metal material to completely melt the metal material to form the molten alloy 38 (see FIG. 7a). Trie ark power 
source 24 is then turned off to extinguish the plasma arc 36. Simultaneously, the drive motor 23 is turned on to horizon- 
tally move the water-cooled copper hearth 12 at a constant speed by the hearth-moving mechanism 22 in the direction 

40 of arrow b to the position of press molding just below the upper mold 54 shown in FIG. 7b. In the meanwhile, the dive 
motor 57 is turned on to descend the upper mold 54 in the direction of the arrow c by the upper mold-driving mechanism 
56. 

[0086] As the upper mold 54 descends, the molten metal-discharging mechanism 54a selectively discharges the mol- 
ten metal at a temperature above the melting point from the water-cooled hearth 12 and the thus discharged molten 

45 metal is forcedly pressed into the cavity 52a of the desired final face shape in the lower mold 52 integrally formed with 
the water-cooled hearth 12. Trie molten metal discharged by the molten metal-discharging mechanism 54a from the 
water-cooled hearth 12 and forcedly pressed into the cavity 52a is completely free from the portion 37 of the molten 
metal in the vicinity of the bottom of the water-cooled hearth 12 whose temperature is lower than the melting point of 
the metal material and which is likely to invite nonuniform nudeation, and hence, formation of the crystalline phase, and 

so the defect such as nonuniform nudeation of the amorphous alloy face can be prevented. It should be noted that the mol- 
ten metal-discharging mechanism 54a in the form of a protrusion or ridge is preferably fabricated from a material of low 
thermal conductivity, and more preferably, the molten metal-discharging mechanism 54a is preliminarily heated to a 
temperature near the melting temperature of the molten metal. 

[0087] The upper mold 54 continues to descend and meets with the lower mdd 52, and the upper mdd 54 mates with 
55 the cavity 52a of the lower mdd 52. The molten metal at a temperature above the melting point in the cavity 52a is 
thereby press molded as it is sandwiched between the upper and lower molds 54 and 52 at a predetermined pressure. 
In other words, the molten metal is forged by compression stress simultaneously with the rapid coding by the water- 
coded upper mold 54. The metal liquid (molten metal) 38 is thus press molded (forged) into the desired final face shape 
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by the upper and lower molds 54 and 52 together with the cooling, and a high cooling rate of the molten metal is thereby 
realized. Since the molten metal 38 is cooled at a rate higher than the critical cooling rate while it is press molded 
(forged) into its final plate shape, the molten metal undergoes rapid solidification to become the amorphous alloy face 
39 of the final desired thin plate shape. 

5 [0088] The thus obtained amorphous alloy face 39 in the form of a thin plat is the one which has been selectively 
formed from the molten metal at a temperature abov the melting point of the metal materia) which is completely free 
from the portion 37 of the molten metal in the vicinity of the bottom of the water-cooled hearth 12 whose temperature 
is lower than the melting point of the metal material, and which is likely to invite nonuniform nucleation, and hence for- 
mation of the crystalline phase. In addition, the plate shaped amorphous alloy face 39 is the one formed from the molten 

10 metal at once into the desired final face shape with simultaneous cooling, without causing any ftuidization or surface 
weaving. Therefore, the molten metal is uniformly cooled and solidified, and the resulting amorphous alloy face 39 hav- 
ing high strength and high toughness is free from the crystalline phase resulting from the nonuniform solidification or 
nonuniform nucleation as well as the casting defects such as cold shuts. 

[0089] In the embodiment as described above, the position in the horizontal plane of the water-cooled electrode 1 4 

75 and the upper mold 54 are substantially fixed, and it is the water-cooled hearth 12 that is moved within Hs horizontal 
plane. The present invention is not limited to such an embodiment, and alternatively, the water-cooled electrode 14 and 
the upper mold 54 may be moved in parallel with each other in horizontal direction, and the water-cooled hearth 1 2 may 
be the fixed at one position. In the embodiment as descrbed above, the horizontally moved water-cooled hearth 12 is 
provided with only one pair of the water-cooled hearth 12 and the lower mold 52. The present invention is not limited to 

20 such an embodiment, and two or more pairs of the hearth 12 and the lower mold 52 may be racially arranged at a pre- 
determined interval on a rotatable cfisk so that the rotatable cfisk may be incrementally rotated. A continuous forging sys- 
tem of rotatable cfisk type is thereby constituted to enable successive forging one after another by incremental rotation 
of the rotatable disk. Of cause, the rotatable disk may be provided with only one pair of the water-cooled hearth 12 and 
the lower mold 52, and the one or more pair of the water-cooled hearth 12 and the lower mold 52 may be provided not 

25 only on the rotatable cfisc but also on a plate of other configuration such as a rectangular plate as long as the pairs of 
the water-cooled hearth 12 and the lower mold 52 can be arranged on the plate and the plate is rotatable. 
[0090] In the embodiments as described above, the upper mold 54 is strongly water cooled, and the lower moid 52 
and the like are not forcedly cooled, ft is of course possible to forcedly cool the lower mold 52 and the like . In addition, 
the water-cooled hearth 1 2, the water-cooled electrode 1 4 and the upper mold 54 are forcedly cooled by cooling water. 

30 The present invention is not limited to such embodiment, and other cooling media (coolant) such as a coolant gas may 
be used. 

[0091 ] The upper mold-moving mechanism 56 which presses the upper mold 54 onto the lower mold 52 is not limited 
to any particular mechanism, and any mechanism known in the art, for example, a hydraulic or pneumatic mechanism 
may be employed. 

35 [0092] The metallic glass face of the invention is basically produced with the forging type production apparatus by the 
production process of forging type as described above. 

[0093] The golf club of the present invention has been descrfoed in detail by referring to various embodiments. The 
present invention, however, is not limited to such embodiments, and various modifications and design changes within 
the scope of the present invention should occur to those skilled in the art. 

40 [0094] As described above in detail, the golf club of the present invention utilizes an amorphous alloy dubface of the 
desired shape and preferably, an amorphous alloy dubface of the desired final shape which is free from casting defects 
such as cold shuts and which exhibits excellent strength properties. The amorphous alloy dubface is produced by a 
simple, one step, highly reproducible procedure. The golf dub of the present invention exhibits good shot properties 
including the shot distance and direction since the excellent impact properties and the excellent strength properties 

45 including strength and toughness are fully utilized, and impact between the golf ball and the dubface in the shot is 
highly reproducible and reliable. 

[0095] In addition, the goff dub of the present invention utilizes an amorphous alloy dubface of the desired face shape 
with excellent strength properties as well as excellent shot properties. The amorphous alloy dubface is solely consti- 
tuted from the amorphous phase which is free from crystalline phase formed by the development of the crystalline 
so nudei through nonuniform nudeation inherent to the moften metal at a temperature below the melting temperature 
since the amorphous alloy dubface is produced in a simple, single-step process by selectively cooling the molten metal 
at a temperature above the melting temperature at a cooling rate higher than the critical cooling rate of the metal mate- 
rial. Therefore, the goff dub of the present invention can be produced with minimized variation in the properties. 

$5 EXAMPLES 

[0096] Next, the metallic glass face and the gdf dub utilizing the metallic glass face according to the present invention 
ar described in greater detail by referring to the Examples. 
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H to 1-14 

[0097] The metallic glass production apparatus of forging type 50 shown in FIGS. 6 and 7 was used to produce rec- 
tangular amorphous alloy face plates with various dimensions in the range of 100 mm (length) x 30 mm (width) x 2 to 
5 20 mm (thickness) from the 14 alloys shown in Table 1. 

[0098] In the Examples, the water-cooled copper hearth 12 was a semispherical recess with a dimension of 30 mm 
(diam.) x 4 mm (depth), and the face receiving cavity 52a of the lower mold 52 was a rectangular recess with a dimen- 
sion of 210 mm (length) x 30 mm (width) x 2 to 20 mm (depth). 

[0099] The water-cooled (arc) electrode 1 4 used was the one which is capable of fully utilizing the arc heat source of 

10 3,000°C and controlling the temperature by means of an IC cylister. The argon gas for cooling was injected from a cool- 
ing gas-injection port (not shown) provided on the adapter 14a. The water-cooled electrode 14 had an arc generating 
site comprising thorium-containing tungsten, and therefore, electrode consumption and contamination was minimized. 
The electrode 1 4 also had a water-cooled structure which mechanically and thermally enabled stable, continuous oper- 
ation at a high thermal efficiency. 

is [0100] In these Examples, the metallic glass production apparatus of forging type 50 was operated by the conditions 
as described below. The electric current and the voHage employed for the arc melting were 250 A and 20 V, respectively. 
The gap between the water-cooled electrode 14 and the metal material in the form of a powder or pellets was adjusted 
toO.7mm.The pressure applied to the upper mold 54 for the press molding was in the range of 5 M to 20 Mpa and was 
changed depending on the thickness of the rectangular amorphous alloy face plates. 

20 [0101] The rectangular amorphous alloy face plates produced by the forging process as described above were exam- 
ined for their structure by X-ray drffractometry, optical microscopy (OM), scanning electron microscopy combined with 
energy diffusion X-ray spectroscopy (EDX). The samples for use in the optical microscopy (OM) were subjected to an 
etching treatment in 30% hydrofluoric acid solution at 303 K for 1 .8 ks. The samples were also evaluated for their struc- 
tural relaxation, glass transition temperature (Tg), crystallization temperature (Tx), and heat of crystallization (AHx: tem- 

25 perature range of the supercooled liquid region) by differential scanning calorimetry (DSC) at a heating rate of 0.67 K/s. 
The rectangular amorphous alloy plate samples were also evaluated for mechanical properties. The mechanical prop- 
erties evaluated were tear energy (Es), VTckers hardness (Hv), tensile strength (of) (tensile strength could not be meas- 
ured for the Examples 4, 5, 1 0 and 1 1 , and compression strength was measured), elongation (ef ), and Young's modulus 
(E). The vlckers hardness (Hv) was measured by Vickers microhardness tester at a load of 100 g. 

30 [01 02] The alloy composition of the 1 4 alloys used for the production of the rectangular amorphous alloy face plates 
are shown in Table 1 together with the properties of the rectangular amorphous alloy face plates. It should be noted that 
T in Table 1 stands for the thickness of the rectangular amorphous alloy face plates. 



40 



45 



50 



55 



14 



EP0895 822A1 



10 



15 



20 



25 



30 



XX 



40 



45 



50 



4 



« 2 



0) 
H 

i 



c 
o 

•H 
4J 

•H 
CO 

o 

! 



03 



3 



o 
in 



m 
in 



VO 

in 



oo 



in 

CO 



o 
m 

GO 
(N 



o 



o 
in 



o 
vo 



o 
co 
vo 



o 
in 
o 



o 

CO 

o 



o 
vo 



o 
in 
in 



o 
in 



co 



co 



co 



o 
co 



o 
co 



co 
co 



o 
o 



CO 
CO 



00 



o 

00 



u 



0) 



o 



eg 



a> 



o 

I o 



3 



3 



o 



a* 



u 

o 

2 



o 



o 

CO 



o 



CO 



-H 



c 
u 

W 

o 



u 
(d 

I 



55 



[0103] The results of the X-ray d'rffractometry, measurements of heat of crystallization, photomicrograph (x 500) for 
the ZrssAJ^CuaoNhs alloy material produced in Example 14 are shown in FIGS. 8, 9 and 10. respectively. 
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[0104] FIG. 8 represents X-ray diffraction patterns of the Zi^^Cu^hs aH°y material produced in Example 14 for 
the centra) part of the transverse section taken from substantially intermediate portion of the material. The alloy material 
was of rectangular shape with a siz of 30 mm (length) x 40 mm (width) x 20 mm (thickness). The X-ray diffraction pat- 
tern of the material only had a broad halo peak, indicating the single phase constitution of the amorphous phase. The 

5 optical micrograph of the central part of the transverse cross section also showed no contrast indicative of th precipi- 
tation of the crystal phase to confirm the results of the x-ray diffractometry. These results indicate that the alloy material 
was formed from the molten metal which was completely free from the molten metal of th region in contact with or in 
the vicinity of the copper hearth (copper crucible bed) at a temperature below the melting point which invites co-pres- 
ence of the amorphous and crystal phases, and that nonuniform nudeation due to the contact of the molten metal in 

w the copper hearth with the copper crucible bed is prevented by the present method. 

[0105] FIG. 9 represents a DSC curve of the Zr^j cCu^N^ 5 alloy material produced in Example 14 for the central 
amorphous part of the section taken from substantially intermediate portion of the material. The initiation of endother- 
mic reaction by glass transition and the initiation of the exothermic reaction by crystallization are found at 680°C and 
760°C, respectively, and the supercooled liquid state is found over a considerably wide temperature range of 80°C. The 

is results as described above demonstrate the capability of the forging process to produce a really glassy metal, and in 
addition, capability of the forging process to produce a rectangular alloy material excellent in strength properties solely 
comprising the amorphous phase by suppressing the occurrence of the nonuniform nudeation. The vlckers hardness 
(Hv) of the amorphous alloy face material of rectangular shape produced in Example 14 was measured to be 540. 
which is a value equivalent with the value (550) measured for the corresponding sampling in the form of a ribbon. 

20 [0106] FIG. 10 is a photomicrograph (x 500) showing the metal texture of the Zr^^Cu^hs material pro- 
duced in Example 1 4 for the central amorphous part of the transverse section taken from substantially intermediate por- 
ti n of the material. This photomicrograph demonstrates that the amorphous alloy face material of rectangular shape 
produced is an amorphous single phase alloy face material substantially free from crystalline phase which has been 
produced by avoiding the nonuniform nudeation. 

25 [0107] As demonstrated in Table 1, all of the samples of Examples 1 to 14 exhibited excellent mechanical strength, 
and the amorphous alloy face material of rectangular shape produced by the cast forging process of the present inven- 
tion is a face molding material of the head in the golf club which is free from casting defects such as cold shuts and 
which has excellent strength properties including strength and toughness as well as excellent shot properties. The anal- 
ysis of the sample obtained in Example 14 reveals that the amorphous alloy face materials of rectangular shape pro- 

30 duced in the Examples are amorphous single phase alloy face materials substantially free from crystalline phase which 
have been produced by avoiding the nonuniform nudeation. 

Example ll-a to ll-e 

35 [01 08] Of the alloy materials produced in Examples 1-1 to 1-1 4, the Zr55AI 10 Cu 3 oNi 1 5 alloy material produced in Exam- 
ple 14 was used in view of the high tendency of amorphous phase formation, low Young's modulus, and high strength. 
Samples of the face member adapted for use with a wood-type dub head were prepared, and the face was mounted 
on the dub head 3. The experiments were conducted by using the thus prepared golf dubs. 
[0109] The faces 4 formed were of the shape shown in FIG. 11. The faces were formed by repeating the procedure 

ao of Example 1-14 using the lower molds 52 each having a cavity 52a with a depth of 1 mm, 2 mm, 3 mm, 4 mm, or 5 mm. 
Samples of the face 4 with 5 different thickness values were prepared, and a plurality of samples were prepared for 
each type. 

[01 1 0] First the thus prepared samples of the face 4 were evaluated for their strength by cfirectly applying a f lexural 
load on the face 4 as shown in FIG. 12. In the ftexural test of the face shown in FIG. 12, the face 4 was supported 
45 between two cylindrical bars 62 and 64 each having a diameter of 1 0 mm located at a distance of 30 mm, and the load 
was applied to the face 4 by a bar having a diameter of 1 0 mm placed on the face 4 at the center between the two sup- 
porting bars 62 and 64. The strength was evaluated by increasing the load and measuring the load at break. The results 
are shown in Table 2. 

[0111] In the meanwhile, golf dubs were prepared by using the thus prepared samples of the face 4. The face 4 was 
so jdned to the head 3 (a dub head of wood type fabricated from a titanium alloy with a volume of 270 cc) by machining a 
fitting on each of the face 4 and the head 3 and adhering these members with an epoxy adhesive. 
[01 1 2] The thus prepared dub head 3 was mounted on a shaft (Farject WT50V51 0 Brown Carbon manufactured by 
Sumitomo Rubber Industries, Ltd.) to complete the golf dub and to evaluate the performance of the dub in terms of 
coefficient of restitution (defined as the ratio of initial speed of the ball / head speed) and durability of the face member. 
55 [0113] First, the performance of the dub in terms of the coefficient of restitution was evaluated as described below. 
The golf dub prepared was mounted on a swing robot, and the golf balls (DDH TOUR SPECIAL manufactured by Sum- 
itomo Rubber Industries, Lid.) were shot at a head speed of 45 nVs. The value calculated by dividing the initial speed 
of the ball by th head speed immediately before the impact was defined as the coefficient of restitution, and the resti- 
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tution of the club head was evaluated by the value of the coeff kaent of restitution. The results are shown in Table 2. 
[0114] Next the durability of the face member was evaluated by using the same swing robot and actually hitting the 
golf ball at a head speed of 50 m/s, and damages caused wer visually determined. Th number of shots was 5000 at 
maximum, and the test was stopped when damages were observed. The durability was evaluated by the criteria as 
5 descrbed below: 

No damage before 5000 shots: O 

Damaged at 1000 to 5000 shots: a 

10 

Damaged at less than 1000 shots: X 
The results are shown in Table 2. 

?5 Table 2 
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[01 1 5] As shown in Table 2, when the experiments were conducted by preparing the face members of 1 to 5 mm thick, 
the restitution between the head and the ball increased with the decrease in the thickness of the lace, namely, with the 
so decrease in the value of ExT. The coefficient of restitution was highest when the face had a thickness of 1 .0 mm. How- 
ever, the sample with such thickness, that is, with an excessively small value of E x T became damaged before 1000 
shots. The results demonstrate that the face havingavalueof ExTinthe range of 100 to350 GPa • mm is desirable 
as a face for use in a club head in view of the coefficient of restitution and the durability. 

[0116] As demonstrated in the foregoing, the thus produced gorf club with a club head having a metallic glass face 
55 utilizes a clubface of highly reliable quality with Ottie variation in the properties which has excellent strength properties 
including strength and toughness. The impact between the gorf ball and the clubface in the shot is highly reproducible 
and reliable, and the goff club exhibits good shot properties and strength properties including the shot distance and 
direction, impact properties, strength, toughness, and th like. The goff club can be reliably produced at a high yield and 
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at a reduced production cost 
Claims 

1 . A golf dub with a club head having a metallic glass face wherein 

said metallic glass face is a metallic glass face of desired shape produced by: 

filling a metal material in a hearth; 

melting said metal material by using a high-energy heat source which is capable of melting said metal material ; 
pressing said molten metal at a temperature above the melting point of said metal material to deform the mol- 
ten metal into the desired shape by at least one of compressive stress and shear stress at a temperature above 
the melting point, while avoiding the surfaces of the molten metal cooled to a temperature below the melting 
point of said metal material from meeting with each other during the pressing; and 

cooling said molten metal at a cooling rate higher than the critical cooling rate of the metal material simultane- 
ously with or after said deformation to produce the metallic glass face. 

2. The golf club according to claim 1 wherein said metallic glass face has a Vickers hardness of at least 300 Hv. 

3. The golf club aocorcfing to claim 1 or 2 wherein said metallic glass face has a \bung's modulus in the range of 50 
GPato150GPa. 

4. The golf club according to any one of claims 1 to 3 wherein said metallic glass face has a thickness in the range of 
1 .5 mm to 4.5 mm. 

5. The golf club according to any one of claims 1 to 4 wherein said metallic glass face has a value of the product E x 
T of Young's modulus E (GPa) and thickness T (mm) in the range of 100 to 350. 

6. The golf club according to any one of claims 1 to 5 wherein said metallic glass face has a tensile strength of at least 
1000 MPa. 

7. The golf club according to any one of claims 1 to 6 wherein said molten metal at a temperature above the melting 
point of said metal material is pressed while avoiding not only the meeting of the surfaces of the molten metal 
cooled to a temperature below the melting point of said metal material with each other but also meeting of such 
molten metal surface with another surface cooled to a temperature below the melting point of said metal material. 

8. The golf club according to any one of claims 1 to 7 wherein the pressing and deforming of said molten metal is 
accomplished by selectively rolling said molten metal at a temperature above the melting point of said metal mate- 
rial into plate shape or other desired shape with a cooled roll for rolling mounted on said hearth, while cooling simul- 
taneously. 

9. The golf club according to claim 8 wherein said metallic glass face is a metallic glass face of plate shape or other 
desired shape produced by, after melting said metal material filled in the hearth, selectively rolling the molten metal 
at a temperature above the melting point rising over the hearth with simultaneous cooling by rotating said cooled 
roll and moving the hearth in relation to said high energy heat source and said cooled roll for rolling. 

10. The golf club according to claim 8 wherein said hearth is of elongated shape, and wherein said metallic glass face 
comprises a plurality of metallic glass faces of plate shape or other desired shape produced by continuously con- 
ducing the melting, the roiling of the molten metal at a temperature above the melting point, and the cooling by 
using said hearth of the elongated shape and moving said hearth in relation to said high energy heat source and 
said cooled roll for rolling to thereby serially produce metallic glass faces. 

11. The golf club according to any one of claims 8 to 10 wherein said cooled roll for rolling is provided at the position 
corresponding to the hearth with a molten metal-discharging mechanism for discharging the molten metal at a tem- 
perature higher than the melting point from the hearth, said molten metal-discharging mechanism being fabricated 
from a material having low thermal conductivity. 

12. The golf club according to any one of claims 1 to 7 wherein the pressing and deforming of said molten metal is 
accomplished by selectively transferring said molten metal at a temperature above the melting point of said metal 
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material into a cavity of the desired shape in the mold provided near said hearth without flutdizing the molten metal, 
and pressing the molten metal with a cooled upper mold without delay to forge th molten metal into the desired 
shape together with simultaneous cooling. 



5 13. The goK club according to claim 12 wherein said metallic glass face is a metallic glass face of the desired shape 
produced by, alter melting said metal material filled in the hearth, moving said hearth and said lower mold to right 
underneath said upper mold and descending the upper mold toward the lower mold without delay to thereby selec- 
tively transfer the molten metal at a temperature above the melting pant into said lower moU where the molten 
metal is pressed and cooled for forging. 

10 

14. The golf dub according to claim 1 2 or 1 3 wherein said upper mold is provided at the position corresponding to the 
hearth with a molten metal-discharging mechanism for discharging the molten metal at a temperature higher than 
the melting point from the hearth, said molten metal-discharging mechanism being fabricated from a material hav- 
ing low thermal conductivity. 

is 
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FIG. 4a 
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FIG. 6 
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